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© The training pant (10) is generally made in a 2- 
step process which provides a substantially flat 2- 
dimensional backsheet t30) carrying waist elastics 
(38, 39), a fluid barrier (41) and an absorbent core 
(43). The second section provides a generally flat, 2- 
dimensiona! topsheet (45), which carries leg elastics 
(51, 52) and frontal elastics (53, 54) and which is 
combined with and which overlies the aforemen- 
tioned backsheet (30). Subsequent half-folding of the 
assembled webs <30, 45) produces a U-shaped 
member (64) which, when cut, assembled and sev- 
ered, provides discrete individual training pants (10), 
each having a unique frontal elastic to provide a 
better fit of the garment between a front waist elastic 
(39) and front terminal edges of the leg elastic (51 , 
52). The product (10) is further characterized in that 
both the backsheet (30) and the topsheet (45) may 
be of breathable pervious material, with the only 
impervious portion being a coating (41) between the 
absorbent core (43) and the backsheet (30). 
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This invention relates to a child's training pants 
and a process of manufacturing the same. 

The disposable baby diaper business is of tre- 
mendous proportions, accounting for annual sales 
of more than 16 billion units for a value in excess 
of $4,000,000,000. 

Such products are usually the one-piece 
shaped elastic leg system popular in the United 
States or, in many cases, the two-piece (Swedish) 
system preferred by many in Europe. 

Such products are primarily for use on infants 
from birth to two years of age, by which time most 
of the children are "toilet trained" and no longer 
need a disposable diaper. 

However, it has been recently recognized that 
a substantial number of children who have "grown 
out of diapers" and are assumed to be "toilet 
trained" have not reached that stage of develop- 
ment, and a substantial demand exists for an inter- 
mediate garment which has popularly been called 
the "training pant". 

It is important from a psychological standpoint 
that this product be different from "baby diapers", 
because the child who is being toilet trained no 
longer believes he or she is a baby and has grown 
up to become a "big kid". 

Thus it is desirable that the product appear to 
be more like the adults' underwear and, even more 
preferably, of the "jockey" or shorts-type rather 
than the open, loose-leg or "Bermuda shorts" type. 

In any event, the product should be cos- 
metically acceptable and constructed in such a 
way that it is not bulky and yet fits properly and is 
easy to put on and take off. 

Products of this type have been the subject of 
prior art disclosures shown particularly in U.S. Pat- 
ents 4,646,362; 4.743,239; 4.906,243 and 
4,909,804; as well as in European Patent Specifica- 
tions 0320991 and 0320989. 

Because the prior art fails to provide the attrac- 
tive cosmetic, functionally-effective results desired, 
it is a specific object of the present invention to 
provide a highly attractive training pant for children 
who have grown out df diapers but are not yet toilet 
trained, to provide a more effective containment 
device for body exudates when worn by incontinent 
persons such as children who have not yet been 
toilet trained or adults who are subject to adult 
incontinence problems, to provide a superior, effi- 
cient and economically-functional process for the 
production of a training pant at high speeds on 
equipment similar to that which has been known in 
the art to produce baby diapers, and which process 
will enable the product to be sold at a low price 
which justifies its disposability after one wearing. 

This object is obtained with a training pant for 
adolescent children and incontinent adults, said 
pant having a front waist portion with a frontal end, 



a rear waist portion with a rear end, a crotch 
portion, side portions and leg openings in said side 
portions adjacent said crotch portion, a backsheet, 
a porous topsheet, an absorbent core having a 
5 major and a minor dimension and disposed be- 
tween the topsheet and the backsheet and between 
the leg openings, a barrier material disposed be- 
tween the core and the backsheet, at least one leg 
elastic member between each major dimension of 
io the absorbent core and its adjacent leg opening, 
one end of each of said leg elastic members termi- 
nating in the front waist portion, a pair of frontal 
elastic tapes in the front waist portion, at least a 
portion of which tapes lie above the terminal ends 
75 of the leg elastic members. 

Preferably the frontal elastic tapes are sepa- 
rated laterally a distance greater than the distance 
between the leg elastic members. 

It is advantageous that the tension in the frontal 
20 elastic tapes is different from the tension in the leg 
elastic members. 

The training pant may include at least one 
waist elastic member in the front waist portion 
between the frontal elastic tapes and the frontal 
25 end of the pant. 

The training pant may also include a waist 
elastic member in the rear waist portion above the 
terminal ends of the leg elastic members and the 
rear end of the pant. Preferably the absorbent core 
30 is rectangular. Conveniently the backsheet is a 
porous material. The porous backsheet and the 
porous topsheet may both be formed of hydro- 
entangled nonwoven webs. Preferably the back- 
sheet is a cotton material. The leg elastic members 
35 should be between 30 and 35 cm (12 and 14 
inches) long. The frontal elastic members should 
be between 10 and 18 cm (4 and 7 inches) long. 
Usually the leg elastic members are 25 cm (10 
inches) long and the frontal elastic members are 15 
40 cm (6 inches) long. Preferably the absorbent core 
is 9 cm (3.5 inches) wide and 45 cm (17.5 inches) 
long. It is convenient that the absorbent core is a 
combination of superabsorbent material, cellulose 
pulp and thermaily-bondable fibers. Preferably the 
45 elastic members are a heat shrinkable thermal- 
elastic material. The backsheet and the topsheet 
can be made of a polyester spunlace material. 

A clear hot-melt adhesive material can be used 
as a barrier material. The said object is further 
50 obtained by a process for providing a disposable 
training pant for adolescent children which com- 
prises: providing a web of backing material, moving 
said web along an assembly machine, applying 
discreet sections of adhesive on said web. deposit- 
« ing a waist elastic member on each of said sec- 
tions of adhesive, applying a discreet area of bar- 
rier material to said web of backing material, pro- 
viding a web of absorbent core material, separating 
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said core web into sections, depositing a section of 
said core material upon the aforementioned barrier 
material, providing a second web of pervious 
coverstock material, applying discreet sections of 
adhesive material transversely on said second web 
to define at least a pair of leg elastic securement 
areas and a pair of frontal elastic securement 
areas, providing a plurality of leg elastic members 
and a plurality of frontal elastic members, deposit- 
ing said leg elastic members and said frontal elas- 
tic members upon the adhesive in the respective 
securement areas, inverting said second web and 
moving it onto the web of pervious backing ma- 
terial, in alignment therewith, and in synchronism 
therewith, so that the aforementioned leg and fron- 
tal elastic members are disposed one on each side 
of the section of core material, bonding said webs 
together, folding said bonded webs longitudinally in 
half and aligning the opposed edges thereof, re- 
moving a section of the bonded webs along the 
fold line, and cutting said webs along a line trans- 
versely of said webs at the middle of said removed 
section and sealing the webs on each side of said 
cutting line to provide individual training pants. 

Preferably said elastic members are made of 
heat activatible plastic material which is flat and 
non-elastic when applied to the respective webs. 

It is convenient to pass said individual gar- 
ments through a heating chamber so as to activate 
the heat-activatable elastic. 

Advantageously, the adhesive material is a hot- 
melt adhesive. 

The bonding of the two webs can be accom- 
plished by using a hot-melt material or by me- 
chanically crimping the two webs together, or by 
an ultrasonic means, or by sewing. 

Preferably the cutting and sealing of the folded 
webs are accomplished simultaneously. 

It is convenient that the heating chamber is at a 
temperature of 80 and 100°C (180° and 210° F) 
and the residence time of the pants in the chamber 
is between 8 to 12 seconds. 

Preferably the temperature of the heating 
chamber is 93°C (200° F) and the residence time 
of the pants in the chamber is 10 seconds. 

So in the present invention, a disposable train- 
ing pant is provided which may have a breathable, 
cloth-like backing sheet or outcover, impervious in 
the fluid-contacting area, a cloth-like, pervious 
body-contacting topsheet or inner cover, with a 
highly integrated absorbent pad disposed between 
the two cover materials. 

In addition to the absorbent matt or core, the 
garment also includes a leg elasticating mecha- 
nism, a waist elasticating mechanism, and a frontal 
elasticating mechanism to provide a comfortable, 
form-fitting garment, which is easily drawn over the 
legs and around the body by a youngster without 



the need for application of the garment to the body 
of the youngster by a parent or a care-giver. When 
worn, the garment gives every appearance of being 
very similar to universally-acceptable types of un- 
s derwear, while yet providing protection against ac- 
cidental discharges which occur during the "toilet 
training" period. 

The process for producing the garment of the 
present invention is a relatively uncomplicated 
10 straight-line process which, in one aspect includes 
unwinding a breathable pervious backing sheet, 
onto which are applied the necessary adhesives, 
waist elastics, fluid barrier, and absorbent core. 
A second portion of the apparatus and process 
75 includes the unwinding of a pervious nonwoven 
coverstock material, to which are applied the adhe- 
sives and the elastic mechanisms for the leg elast- 
ics and the frontal elastics. 

In both of the unwind and accumulating oper- 
20 ations, the lengthwise direction of the diaper is 
disposed cross-machine or at right angles to the 
flow of the material as the various elements are 
accumulated. 

Subsequently, the coverstock with its assem- 
25 bled elastic members is laid down upon the back- 
ing strip with its assembled members to combine 
the product. Thereafter the assembled webs are 
folded longitudinally in half and portions thereof 
joined together at spaced intervals and portions 
30 removed also at spaced intervals to provide individ- 
ual and discreet training pants. 

The so-separated garments pass through a 
heating chamber where the elastic members are 
activated to provide the finished product and, from 
35 there, pass on to a packaging assembly process. 

The invention is further illustrated by means of 
the accompanying drawings in which Figure 1 is a 
perspective view of the training pant of the present 
invention as it would appear when worn by a child, 
40 Figure 2 is a schematic flow chart of the assem- 
bly of the various component parts of the train- 
ing pant to provide the finished product, 
Figures 3a and 3B illustrate the disposition of 
the elements on the backing sheet at various 
45 stages during the process, 

Figures 4a and 4b illustrate the nonwoven cover- 
stock with its various assembled components at 
separate stages of the assembly process, and 
Figure 5 is a diagramatic conceptual view of one 
so of the training pants when laid flat, prior to 
folding the pant in half, and prior to attaching the 
sides and prior to heat-shrinking the elastic 
members. 

Referring now to Figure 1. there is shown a 
55 garment or training pant 10, as it would appear and 
worn by a child, disposed around the torso (i.e.. the 
waist) and above the legs of the child. The garment 
includes a front portion 11 and a back portion 12 
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connected by a crotch portion 13. The front portion 
11 and the back portion 12 are joined together 
along side flanges 14 and 15 respectively to pro- 
vide a unitary undergarment which is drawn up 
upon the body over the legs 16 to the waist 17 of 
the infant. 

The garment includes an outer cover 18 and an 
inner pervious body-contacting liner 19 with an 
absorbent pad 20 disposed between the two ma- 
terials and arranged to lie in the crotch portion of 
the pant around the genitalia of the infant. As 
designed, this product is equally effective for fe- 
male children as well as male children. 

The garment also may include a front waist 
elasticating member 21 and a back waist elasticat- 
ing member 22, as well as a pair of leg elasticating 
members 23 and 24. 

Unique to the garment of the present invention 
is a pair of frontal elastics 25 and 26. 

it is well-known in prior art to have waist elast- 
ics in disposable diapers (similar to the waist elast- 
ics 21 and 22 of the present invention) and to have 
leg elasticating mechanisms such as the leg 
elasticating mechanism in 23 and 24 of the present 
invention, it is previously known in the art that 
these elasticating mechanisms may be provided 
from material which is non-elastic and flat when 
applied to the garment, that such elements may 
thereafter be elasticated by subjecting them to 
heat. Such heat-shrinkable materials are well 
known. 

Nevertheless, the garment of the present in- 
vention, for the first time, provides a separate pair 
of frontal elastic members 25 and 26 in the front 
waist area, a major portion of which is disposed 
above the terminal portions of the leg elastics 23 
and 24 and provides, for the first time, a garment 
which is uniquely cosmetically able to fit on chil- 
dren of different ages and different body dimen- 
sion. 

The construction of the garment of the present 
invention can be better understood by reference to 
Figure 2. which is a flow diagram depicting the 
assembly of the component parts of the garment 

In Figure 2, reference 30 refers to a backsheet 
material which may be a spun-lace or hydro-entan- 
gled web. all as is well-known in the art. The 
backsheet 30 unwinds from a roll 31 through a 
tension control mechanism 32 onto the horizontal 
bed of the assembly machine (not shown). The 
backsheet 30 may. if desired, be an impervious 
plastic film. 

The arrow 33 indicates the direction of flow, of 
material during the assembly process, generally 
described as being the "machine direction" of the 
flow process. The arrow 34 indicates the "cross- 
machine" direction. 

The apparatus may include an automatic splice 



unwind device (not shown) so that at high speeds 
the transfer of the material 30 from one roll 31 to 
an auxiliary roll (not shown) may take place auto- 
matically and without stopping the machine, 
s A preferred form of the backsheet material 30 

is 32 cm (13") wide polyester spun-lace (i.e., 
hydro-entangled) material which may be printed or 
have primary (i.e. bright) colors. 

Shortly after the web 30 begins its horizontal 
io movement, a pair of adhesive "guns" apply strips 
of hot melt adhesive 36 to the web 30 as by 
conventional spray-applicating systems. 

While the adhesive 36 is still tacky, waist elas- 
tic members, unwound from supply roils 37 are 
15 deposited in intermittent strips 38 and 39 onto the 
tacky adhesive 36. 

A preferred material for waist elastic members 
is a heat-shrinkable elastic material. 

Because one of the elastic members as, for 
20 instance, 38, will be at the front waist portion of the 
garment, and 39 will be at the back waist portion of 
the garment, these two members 38 and 39 may 
be different color elastic to help the user of the 
garment identify the front and back portions. This 
25 may be particularly effective and critical, for a child 
two to three years of age, for whom color identifica- 
tion is meaningful, but for whom word identification 
is not. For instance, the back elastic 39 may be 
colored blue and the front elastic 38 may be clear. 
30 As the web 30 moves along the processing 
machine, it flows beneath another adhesive ap- 
plicator 40, which may be a conventional slot- 
coating device, and which applies a barrier material 
41. 

35 A preferred adhesive material 41 which is ap- 
plied by the applicator 40 is a clear hot-melt ma- 
terial. 

This barrier material is applied intermittently in 
a rectangular pattern in a strip 9 cm (3-1/2 inches) 

40 wide and 45 cm (17-1/2 inches) long and approxi- 
mately 25 to 50 microns (1 to 2 mils) thick. The 
long dimension of the barrier material is in the 
cross-machine direction, and the distance between 
the trailing e<?ge of one application area and the 

45 leading edge of the followng application area is 
preferably 25 cm (10 inches). 

It is to be understood that the dimensions 
given for this area may vary, as, for instance, the 
length may be less than 45cm (17-1/2 inches) long 

so but, in any event, the dimensions should be 
matched to the dimension of the absorbent core 
hereinafter to be described. 

The area of the hot melt barrier material is 
indicated at 42 in the drawing. 

55 Further downstream from the applicator 40, a 

roil of thermally-bonded absorbent core material 43 
is unwound and cut into discreet portions which are 
applied directly as individual pieces 44 on top of 
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the barrier material 42. 

This thermally-bonded core material rpeferably 
is a combination of superabsorbent material, cel- 
lulose fluff, and thermally-bondable fibers, and the 
pieces 44 are applied to the hot-melt barrier ma- 
terial 42 while the barrier material 42 is still 
"tacky", and thus the barrier material not only 
serves to provide an impervious section on the web 
30 directly beneath the core 44, but also holds the 
core 44 in place on the web 30. 

When the selected web material 30 is pervious 
(such as spun-lace or cotton material), it is impor- 
tant to provide an impervious area beneath the 
absorbent core, and this is accomplished by apply- 
ing the hot melt barrier material directly between 
the web 30 and the absorbent core 44. 

At this point, downstream from the just-applied 
core 44, the web of coverstock material 45 is 
brought onto the machine. 

This web 45 started in a roll 46 "off-machine" 
(i.e., not in-line with the process and equipment 
which has just been described). The web 45 is of 
pervious material and is unwound from the roll 46, 
and is preferably a lightweight nonwoven material 
having good formation and tactile properties. This 
means that preferably it has a "soft hand". Several 
types of this nonwoven material are available, and 
it may be thermally-bonded polyester or poly- 
propylene fibers, spun bonded polypropylene, or 
the like. 

After the web 45 is unwound from the roll 46, a 
plurality of hot-melt spray applicators (not shown) 
apply discrete sections of hot-melt adhesive from 
conventional spray systems to provide the adhe- 
sive areas 47-50. Two of these areas 47 and 48 are 
designed to hold the leg elastics, while the other 
two shorter areas 49 and 50 will hold the frontal 
elastics. 

Downstream in the movement of the web 45, 
after the application of the adhesive portions 47-50, 
a plurality of leg and frontal elastics 51-54 of the 
heat shrinkable material previously described, are 
unwound from dispensers 55 and laid upon the 
adhesive portions 47-50. Two of these elastics 51 
and 52 provide the leg elasticating mechanism, 
while the other two, 53 and 54, provide the frontal 
elastication mechanism. 

It is preferred that these last-mentioned elastic 
members 51-54 also be of the clear, heat-shrink- 
able material provided by Minnesota Mining & 
Manufacturing Company. They are applied with a 
cut-and-space module (not shown). 

The two strands which form the leg elastics 51 
and 52 are preferably 33 cm (13 inches) long and 
1.3 cm (1/2 inches) wide, while the two strands 
which form the frontal elastic are preferably 15 cm 
(6 inches) long and 1.3 cm (1/2 inches) wide. 

Thus the two longer strands 51 and 52 extend 



through the crotch portion 13 to both the frontal 
portion 11 and the back portion 12 to provide the 
leg elastics 23 and 24 shown in Figure 1. 

After the application of the elastic members to 

5 the web 45, all of which has been taking place on 
the top of the web, the web approaches the ma- 
chine and is turned around a turning bar 56 so as 
to overlie the backsheet 30 with the elastic mem- 
bers underneath the coverstock 45 and, therefore. 

70 between the coverstock and the backsheet. 

Just prior to the assembly of the coverstock on 
the backsheet, as at the area 57, an adhesive 
applicator 58 applies conventional hot melt through 
a conventional spray system in an appropriate pat- 

75 tern so as to bond the webs 30 and 45 together 
with the aforementioned elastics and absorbent 
core disposed therebetween. 

The combining of the two webs in the area 57 
may be done by a pair of rollers 59, or, if it is 

20 preferred not to use a hot melt for this assembly 
process, the item 59 may be an ultrasonic bonding 
section or a mechanical crimping section. 

Because the hot melt system is well-known 
and has been well-tested, such application is pre- 

25 ferred, although the other technologies are to be 
considered as suitble alternatives. 

After the two webs have been assembled, a 
folding pan 60 causes the edge 61 of the assem- 
bled web to fold over and on top of and aligned 

30 with the edge 62 to provide a U-shaped product 
with the fold line 63 hereinafter defining the bottom 
of the crotch of the training pant. 

This bi-sectional fold 64 is followed by a cut- 
ting section (not shown) which removes a portion 

35 65 at spaced intervals along the bi-folded edge 63. 
This cutting may be done by a rotary die or rotary 
knife and, as will be seen, provides a cut-out por- 
tion in two adjacent garments being formed in the 
bi-sectional fold. In the preferred embodiment of 

40 the design, the cut-out portion has a cross-machine 
direction of 10 cm (4 inches). 

Thereafter, a cutting and sealing mechanism 
(not shown) severs the bi-sectionally folded gar- 
ment along the lines 66, while at the same time 

45 crmping or sealing the multi-layer folds in the areas 
67 and 68 directly adjacent on each side of the 
cut-line 66. This, cutting action provides the side 
flanges 14 and 15 which completes the waist por- 
tions 18 and 19 shown in Figure 1. 

so After the individual garments have been di- 
vided by the severing action just described, the 
garments pass through a heat tunnel, which causes 
the heat-shrinkable elastics heretofore described to 
become activated, and to complete the manufactur- 

55 ing process. The preferred length of time as the 
garments pass through the heat tunnel is approxi- 
mately 10 seconds at a temperature of 93°C (200° 
F). but obviously the speed and temperature can 
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change depending upon the preferred flow char- 
acteristics of the products through the assembly 
line. 

After the garments have been completed, they 
can be packaged in substantially the same type of s 
plastic bag packaging material well-known for the 
marketing of baby diapers. It is preferred that the 
packaging be of the compressed package type, so 
as to provide economies of space and materials! 

It is clear, therefore, that we have provided a w 
training garment which has many characteristics of 
previously known garments, but it should also be 
evident that the high-speed process of the present 
invention produces a unique garment because of 
the frontal elastics 25 and 26 which provide a 15 
better fit and a more cosmetic appearance to the 
finished garment. 
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1- In a training pant (10) for adolescent children 
and incontinent adults said pant having a front 
waist portion (11) with a frontal end. a rear 
waist portion (12) with a rear end. a crotch 
portion (13) side portions and leg openings in 25 
said side portions adjacent said crotch portion 
(13). 

- a backsheet (18, 30) 

- a porous topsheet (19, 45) 

- an absorbent core (20. 43, 44) having a 30 
major and a minor dimension and dis- 
posed between the topsheet (19, 45) and 

the bakcsheet (18, 30) and between the 
leg openings. 

- a barrier material (41. 42) disposed be- 35 
tween the core (20, 43, 44) and the back- 
sheet (18. 30), 

- at least one leg elastic member (23, 24, 
51, 52) between each major dimension of 

the absorbent core (20, 43, 44) and its 40 
adjacent leg opening, 

- one end of each of said leg elastic mem- 
bers (23. 24, 51, 52) terminating in the 
front waist portion (11), 

- a pair of frontal elastic tapes (25, 26, 53. 45 
54) in the front waist portion, at least a 
portion of which tapes lie above the ter- 
minal ends of the leg elastic members 
(23.24,51,52). 

2. The training pant of Claim 1 wherein the frontal 
elastic tapes (25. 26. 53, 54) are separated 
laterally a distance greater than the distance 
between the leg elastic members (23 24 51 
52). 

' 55 

3. The trainng pant of Claim 1 wherein the ten- 
sion in the frontal elastic tapes (25, 26, 53, 54) 



is different from the tension in the leg elastic 
members (23, 24,51,52). 

4. The training pant of Claim 1 including at least 
one waist elastic member (21, 39) in the front 
waist portion (11) between the frontal elastic 
tapes (25, 26. 53, 54) and the frontal end of the 
pant. 

5. The training pant of Claim 1 including a waist 
elastic member (22, 38) in the rear waist por- 
tion (12) above the terminal ends of the leg 
elastic members (23. 24, 51, 52) and the rear 
end of the pant. 

6. The training pant of Claim 1 wherein the absor- 
bent core (20, 43, 44) is rectangular. 

7. The training pant of Claim 1 wherein the back- 
sheet (18, 30) is a porous material. 

8. The training pant of Claim 1 wherein the po- 
rous backsheet (18, 30) and the porous 
topsheet (45) are both formed of hydro-entan- 
gled nonwoven webs. 

9. The training pant of Claim 1 wherein the back- 
sheet (18, 30) is a cotton material. 

10. The training pant of Claim 1 wherein the leg 
elastic members (23, 24, 51, 52) are between 
30 and 35 cm (12 and 14 inches) long. 

11. The training pant of Claim 1 wherein the frontal 
elastic members (25, 26. 53. 54) are between 
10 and 18 cm (4 and 7 inches) long. 

12. The training pant of Claim 1 wherein the leg 
elastic members (23, 24. 51, 52) are 25 cm (10 
inches) long and the frontal elastic members 
(25, 26. 53, 54) are 15 cm (6 inches long). 

13. The training pant of Claim 1 wherein the absor- 
bent core (20. 43. 44) is 9 cm (3.5 inches) 
wide and 45 cm (17.5 inches) long. 

14. The training pant of Claim 1 wherein the absor- 
bent core (20, 43, 44) is a combination of 
superabsorbent material, cellulose pulp and 
thermally-bondable fibers. 

15. The training pant of Claim 1 wherein the elastic 
members (38, 39. 51 to 54) are a heat-shrink- 
able thermal-elastic material. 

16. The training pant of Claim 1 wherein the back- 
sheet (18. 30) and the topsheet (19, 45) are 
made of a polyester spunlace material. 
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17. The training pant of Claim 1 wherein the bar- 
rier material (41, 42) is a clear hot-melt adhe- 
sive material. 

18. In a process for providing a disposable training 
pant (10) for adolescent children, 

- providing a web (18,30) of backing ma- 
terial 

- moving said web (18,30) along an as- 
sembly machine, 

- applying discrete sections (36) of adhe- 
sive on said web (18,30), 

- depositing a. waist elastic member (38, 
39) on each of said sections (36) of ad- 
hesive, 

- applying a discrete area (42) of barrier 
material (41) to said web (18, 30) of 
backing material, 

- providing a web (43) of absorbent core 
material, 

- separating said core web (43) into sec- 
tions (44), 

- depositing a section (44) of said core 
web (43) upon the aforementioned barrier 
material (41), 

- providing a second web (45) of pervious 
coverstock material, 

- applying discrete sections (47 to 50) of 
adhesive material transversely on said 
second web (45) to define at least a pair 
of leg elastic securement areas (47, 48) 
and a pair of frontal elastic securement 
areas (49, 50) 

- providing a plurality of leg elastic mem- 
bers (51, 52) and a plurality of frontal 
elastic members (53, 54), 

- depositing said leg elastic members (51, 
52) and said frontal elastic members (53, 
54) upon the adhesive in the respective 
securement areas (47 to 50), 

- inverting said second web (45) and mov- 
ing it onto the web (18, 30) of pervious 
backing material, in alignment therewith, 
and in synchronism therewith, so that the 
aforementioned leg and frontal elastic 
members (51 to 54) are disposed one on 
each side of the section (44) of core 
material (43), 

- bonding said webs (30, 45) together, 

- folding said bonded webs (30, 45, 64) 
longitudinally in half and aligning the op- 
posed edges (61 , 62) thereof, 

- removing a section (65) of the bonded 
webs (20, 45, 64) along the fold line (63), 
and 

- cutting said webs (30, 45, 64) along a 
line (66) transversely of said webs (30, 
45, 64) at the middle of said removed 



section (65) and sealing the webs (30, 
45, 64) on each side (67, 68) of said 
cutting line (66) to provide individual 
training pants (10). 

5 

19. The process of Claim 18 wherein said elastic 
members (38, 39, 51 to 54) are made of heat 
activatible plastic material which is flat and 
non-eiastic when applied to the respective 

w webs (30. 45). 

20. The process of Claim 19 including passing 
said individual garments (10) through a heating 
chamber so as to activate the heat-activatable 

75 elastic. 

21. The process of Claim 18 wherein the adhesive 
material (36, 47 to 50) is a hot-melt adhesive. 

20 22. The process of Claim 18 wherein the bonding 
of the two webs (30, 45) is accomplished by 
using a hot-melt material, by mechanically 
crimping the two webs together, by an ultra- 
sonic means, or by sewing. 

25 

23. The process of Claim 18 wherein the cutting 
and sealing of the folded webs (30, 45) is 
accomplished simultaneously. 

30 24. The process of Claim 20 wherein the heating 
chamber is at a temperature of between 80 
and 100°C (180° and 210° F) and the resi- 
dence time of the pants in the chamber is 
between 8 to 12 seconds. 

35 

25. The process of Claim 20 wherein the tempera- 
ture of the heating chamber is 93° C (200° F) 
and the residence time of the pants in the 
chamber is 10 seconds. * 

40 
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